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57 ABSTRACT

Heating device for preforms, capable of accurate and highly
localized heating of the preforms before the blow molding
step of the process of producing bottles or containers from
plastic materials. This device comprises two or more heating
modules (11-16), each comprising a through opening (100) in
the direction of the thickness of the heating module and a
heating element (5) positioned in the vicinity of the through
opening. The modules (11-16) are assembled such that the
through openings (100) are aligned reciprocally with each
other to define a conditioning cavity for the heating device
(1). Each heating module (11-16) comprises induction means
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Fig. 2
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Fig. 3
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Fig. 4
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1
HEATING DEVICE FOR A PREFORM MADE
OF THERMOPLASTIC MATERIAL

FIELD OF THE INVENTION

The present invention relates to a heating device for a
preform, especially suitable for the induction heating of pre-
forms for the production of bottles and other types of ther-
moplastic containers, in particular PET, by blow moulding.

PRIOR ART

Various types of heating devices for preforms are known,
including containers made from thermoplastic materials
using the technique of blow moulding or stretch blow moul-
ding, used in particular in the production of PET containers.

Known heating devices include a cable housing intended to
accommodate a preform, and a heating element inserted into
the perimeter of the cable housing that produces the heat
necessary to bring the preform material to a sufficiently high
temperature to perform the blowing stage.

The preforms from which are formed containers such as
jars and bottles of various shapes, including areas intended to
be expanded during the blowing in the suitable blow moulds,
and areas that do not expand, such as the neck, which is
already in its final form at the time of the injection moulding.
For this reason, the heating element must be inserted into the
heating cavity in a suitable specific position in, relation to the
type of preform to be processed.

An example of a heating device is described in
W02007031509, wherein the heating of predefined areas of
the preform is performed by releasing heat by means of mag-
netic induction.

Since the heating cavity in this known solution is defined in
relation to the preform to be heated and the final shape of the
container to be produced, when it is necessary to change the
preform to be heated or to be conditioned, it becomes neces-
sary to replace the entire heating device, with a considerable
cost and loss of time.

There is therefore a perceived need for a heating device for
a preform that allows the above-mentioned drawbacks to be
overcome.

SUMMARY OF THE INVENTION

The purpose of the present invention is to provide a heating
device for a preform arranged so as to obtain, with great
precision, a predetermined temperature distribution in differ-
ent zones along the longitudinal extent of the body of the
preform, before the blow molding step of the production
process of plastic bottles or containers suited to resolving the
above problems.

Another purpose of the present invention is to create a
heating device for a preform that is constructed in an innova-
tive arrangement, thus permitting better performance com-
pared to known solutions, by reducing the energy required to
reach the design temperatures in the heater element.

Finally, a further purpose is to provide a heating device
with simple and easily replaceable radiating components.

An object of the present invention is to provide a heating
device for a preform which comprises at least one thermal
conditioning cavity, having a longitudinal axis configured to
contain, at least in part, the body of a preform, in which there
are provided two or more separate heating modules, each
heating module having a thickness in the direction of the
longitudinal axis, said two or more heating modules being
arranged in relation to each other so that their through open-
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ings are aligned with each other along the longitudinal axis
and together define the conditioning cavity; in which each
heating module comprises induction means suited to induc-
ing, on applying a current to them, a magnetic flux on a
respective heat transfer element, so as to transmit a predeter-
mined amount of heat by irradiation to a corresponding por-
tion of the preform, when the preform is inserted in the
conditioning cavity; and in which electrical power supply
means are provided, independent of each other, to power the
individual induction means of said two or more heating mod-
ules in order to adjust the temperature of the individual por-
tions of the preform corresponding to the respective heat
transfer elements, which are separated from each other.

The physical separation between one heat transfer element
and the next permits the achievement, with notably greater
precision, of a predetermined temperature distribution in the
corresponding portions of the preform along the longitudinal
extent.

Thanks to the solution according to the heating device of
the invention, after producing a batch of containers having a
certain shape, when it becomes necessary to heat preforms of
a different length or diameter in order to produce containers
having a different shape and/or volume than the previous
ones, it is sufficient to replace, or add or remove, one or more
heating modules within each thermal conditioning cavity of
the device.

In addition, the conditioning cavity of the preforms is
defined by the heater rings of the respective heating modules
and, since the latter are interchangeable, the cross-section of
the conditioning cavity can therefore be varied in relation to
the cross-section of the preform to be conditioned.

Advantageously, the heating device according to the inven-
tion is modular in each of its parts, thus allowing its easier
adaptation to different shapes of preforms, and making it
possible to optimise the heating of the preforms in relation to
the portions of the preform that require greater and more
precise heating.

The dependent claims describe preferred embodiments of
the invention, forming an integral part of the present descrip-
tion.

BRIEF DESCRIPTION OF THE FIGURES

Further characteristics as well as further advantages of the
present invention will become apparent from the following
detailed description of the preferred, but not exclusive,
embodiments of a heating device for a preform, as shown in
the annexed drawings, which are supplied by way of non-
limiting example, wherein:

FIG. 1 shows an axial section of the heating device accord-
ing to the invention,

FIG. 2 shows the same section of FIG. 1 in an operation
step with a preform inserted,

FIG. 3 shows an enlarged detail of a part of FIG. 1,

FIG. 4 shows an enlarged detail of a part of FIG. 2.

FIG. 5 shows an axonometric view of a section of the
device according to the invention.

The same numbers and the same reference letters in the
figures identify the same elements or components.

DETAILED DESCRIPTION OF A PREFERRED
EMBODIMENT OF THE INVENTION

A heating device for a preform 1 according to the present
invention, with reference to the figures, comprises at least one
thermal conditioning cavity 50 defining a longitudinal axis Y,
configured to accommodate the tubular body of a preform
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200. Said cavity, which is substantially cylindrical in shape, is
defined by two or more separate heating modules stacked
vertically on each other. The figures illustrate a variant design
of'the heating device 1, which comprises six heating modules
11,12,13, 14, 15 and 16 and a bottom 30 stacked one on top
of another. Devices with more or less than six modules are
possible, with characteristics wholly similar to those
described below for the embodiment with six modules.

Each of the heating modules has two spatial dimensions
that are larger than a third dimension defining the thickness or
height of the module, i.e. the dimension along the Y axis. Each
heating module also comprises a through opening 100 in the
direction of the thickness and a heating element, in the form
of'a heating ring 5, which delimits said through opening 100.

For the fixation of the vertically stacked heating modules,
two or more fixation elements 22 are provided which pass
through the device longitudinally.

By way of example, the fixation can be formed by through
holes in the direction of the thickness of the heating modules
through which are inserted suitable studs or rods that keep the
six heating modules 11, 12, 13, 14, 15 and 16 stacked
together, and a bottom 30 defining a base of said conditioning
cavity.

A plurality of heating modules and its associated bottom,
combined coaxially, together with an associated support
structure, define the heating device 1. Since the openings 100
of each heating module are aligned coaxially to each other
along said axis Y, a conditioning cavity 50 is defined that is
substantially cylindrical on the inside, and suited to accom-
modating a preform to be heated. See, for example, FIG. 2,
which shows a preform inserted into the conditioning cavity
50 of the heating device 1, in a particular step of the heating
process.

Each of the heating modules 11, 12, 13, 14, 15 and 16
comprises a respective annular induction coil indicated by the
reference 2. It is understood that each heating module is
similar in all of its particulars to other modules constituting
the device 1 and, therefore, the description of the particulars
of one module can be applied to all of the other modules that
constitute the device according to the invention.

Each induction coil 2, also called, for simplicity, an induc-
tor can be powered and controlled independently of the coils
of the other modules of the device 1. In a preferred embodi-
ment, means are provided for adjusting the flux of current
through each induction coil 2.

The device 1 also comprises a top module 17 also having a
through opening in the direction of the thickness and concen-
tric to the openings 100 of the heating modules below. The top
module 17 is provided on its inside with a perforated flange 18
centered with its associated opening in relation to the axis Y.

The module 17 defines the support for the collar or ring 201
of'a preform 200 during the thermal conditioning stage of the
preform within the cavity 50. In this way, the preform body
200 is held suspended inside the conditioning cavity of the
heating device 1.

The top module 17 is also assembled with the heating
modules and the bottom, preferably by means of the studs or
rods 22 or equivalent fixation elements.

When a preform with a different shape must be processed,
the module 17 with the perforated flange 18 can be replaced,
if necessary, to adapt it to the shape and the diameter of the
ring of the preform, while the number of heating modules can
be varied in relation to shape of the preform, for example to
the diameter, body length, wall thickness, etc. Advanta-
geously, the heating device 1 can thus be adapted to a large
number of preforms having different shapes and volumes.
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According to a preferred variant of the invention, each
heating module produces heat through magnetic induction,
and comprises:
an induction coil 2,

a possible flux concentrator 3, preferably made from magne-
todielectric material,

an insulating ring 4,

a heater ring 5.

Each induction coil 2, which is preferably made of copper,
crosses the body of the respective heating module and has,
inside the device, an arrangement that is preferably, but not
necessarily, circular in order to surround the respective por-
tion of the conditioning cavity 50. The passage of electric
current into the inductor 2 produces a magnetic field whose
flux is advantageously conveyed, also by means of the use of
the respective flux concentrator 3, on the respective heater
ring 5, made for example from alloys with high electrical
resistivity and resistance to high temperatures, for example
Ni—Cr—Fe alloys. This allows the heater ring 5 to reach a
predetermined temperature, preferably above 800° C. The
heater ring 5 must be able to reach the temperature that will
generate a transmission of heat, by radiation, to the corre-
sponding zone of the preform 200 for a predetermined time,
which results in the proper heating of the preforms in all of
their parts, according to a pattern predefined in the design
phase of the container, which allows a blowing operation
without defects or breakage of the walls of the final container.

During the blowing step of the preform 200, pressures are
used for the blowing fluid in excess of 40 atmospheres, and an
uneven heating of the preform, not compliant with the
planned distribution of temperatures in the different parts of
the preform, could easily lead to tensions in the walls that the
thermoplastic material could not tolerate.

With particular reference to the heater ring 5, it can have
different shapes. Itis preferred that it can also be interchange-
able, such that it can be replaced when there are changes in the
external diameter of the preform 200, without necessarily
having to also replace the inductor 2, which then can be used
for different ranges of diameters. In this way, the diameter of
the conditioning cavity 50 can be varied according to the
specific requirements, but without necessarily replacing all of
the components of the heating device 1.

According to the preferred embodiment of the heating
device 1 shown in the figures, each heater ring 5 is surrounded
by a respective insulating ring 4, arranged so as provide
thermal shielding for the induction coil 2 that in turn sur-
rounds the ring 4.

The insulating rings 4 are made of an insulating material
with low thermal conductivity, such as a ceramic material.

The heater rings 5 have a substantially flattened hollow
cylindrical shape, i.e. having the height of the cylinder (di-
mension along the axis Y) equal to or less than the diameter of
the cylinder base. The heater rings 5 are equipped on their
outer side surface with an annular protrusion or circular collar
45 to hold the ring 5 in position in the assembly stage. The
heater rings are preferably but not necessarily, made of
Inconel alloy or Ni—Cr alloys with high thermal resistance,
or Fe—Cr—Al alloys.

Each insulating ring 4, viewed along a section plane lying
on theY-axis of the conditioning cavity 50, has a substantially
Z-shaped section in which:
afirst upper part of the section is rectilinear and parallel to the

Y-axis and shields the induction coil 2,
and a second and lower rectilinear section of the zone, parallel

to the axis Y and arranged more internally in relation to the

first section, protrudes downwards beyond the thickness of

the relevant heating module, for example, the module 11,
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until it partially overlaps with an end part of the first upper

section of the ring 4 of the adjacent heating module below,

for example, the heating module 12.

Therefore, the insulating rings 4 of the heating modules
comprise an upper annular portion 4' and a lower annular
portion 4" connected by a central annular portion 40 (FIG. 4).

The upper annular portion 4' has both its internal and exter-
nal diameters greater than the respective internal and external
diameters of the lower annular portion 4". The central annular
portion 40 has an external diameter equal to the external
diameter of the upper annular portion 4', and has an internal
diameter equal to the internal diameter of the lower annular
portion 4". Therefore, each ring 4, in the assembly step, is
supported with the shoulder 41, between the lower annular
portion 4" and the central annular portion 40, on one end of
the support base 42 of the respective heating module.

The partial overlapping of the lower annular portion 4" of
the ring 4 of a heating module 11 with the upper annular
portion 4' of the ring 4 of the adjacent heating module 12
below advantageously defines an annular groove or recess 43.

The other heating modules below, as can be seen from the
figures, are shaped in a similar way to the first two upper
modules 11 and 12 just described.

The annular groove 43, formed by the partial overlapping
of'the two parts of two adjacent insulating rings 4, constitute
a seat for the annular projection or the circular collar 45 of a
heater ring 5, which is inserted into said groove in the step of
assembling the device.

The heater rings 5 of the adjacent modules define a sheath
covering the conditioning cavity 50.

Optionally, a magnetic flux concentrator 3 can be provided
for each induction coil 2. The concentrator 3 has an annular
shape arranged so as to accommodate on its inside at least the
circular portion of the respective induction coil 2. In the
example shown in the figures, the concentrator 3 has a cross-
section that is substantially C-shaped, and the cavity of the C
shape accommodates the part of the induction coil 2 con-
tained within the respective module.

The concentrator 3 can be made from a single block or from
a set of two or more blocks of preferably magnetodielectric
material. In the example of the figures, the concentrator 3
consists of two separate blocks which together define the
arrangement of the C-shaped section.

Advantageously, in each heating module, the induction
coil 2 is externally coated with annular strips 46 of insulating
material, such as mica, to increase its electrical safety. Such
annular strips 46 are arranged around the entire external sur-
face of the induction coil 2, both between the coil 2 and the
concentrator 3 and between the coil 2 and the insulating ring
4.

The support base 42 of each heating module has a recess
that accommodates the respective concentrator 3 and induc-
tion coil 2. One end of the support base 42 supports the
external shoulder 41 of the insulating ring 4 that, with the
central portion 40 and the upper portion 4', screens the induc-
tion coil 2. The internal shoulder 44 in turn supports the
annular projection 45 of the heater ring 5.

This innovative construction arrangement permits better
performance than known solutions, by reducing the energy
required to reach the design temperatures of the heating ele-
ments, i.e. in the heater rings 5.

Advantageously, in addition, the configuration described is
simple to assemble and disassemble so as to make it easy to
adapt the heating device to a new preform shape. During the
assembly step, for example, a first ring 4 is supported on a
support base of a respective heating module, and then a first
heater ring 5 is inserted with its annular projection 45 sup-
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ported on the shoulder 44, between the upper annular portion
4' and the central annular portion 40, of the first ring 4, and
then a second ring 4 is inserted, supported on a support base
of'the heating module above so as to define the annular groove
43 that accommodates the annular projection 45 of the first
heater ring, and so on.

In addition, the lower annular portion 4" of the insulation
ring 4, which protrudes downwards, allows for easier recip-
rocal centering between the heating modules.

According to a preferred variant of the invention, the
induction coils 2 are connected to one another in series,
resulting in a uniform heating ofthe device 1, but other means
of connection are possible depending on the different heating
requirements. Advantageously, in fact, a further preferred
embodiment provides for individual mutually independent
means of supplying electrical current for each induction coil
2.

Advantageously, each induction coil does not heat the cor-
responding portion of the preform directly, but rather brings it
up to temperature by means of a concentration of the mag-
netic flux generated by passing an electrical current in the coil
in the heater ring 5 which raises its temperature. Conse-
quently, the heater ring 5 in turn warms the PET, or other
thermoplastic material, of which the preform is made, by
means of radiation and convection.

According to other preferred variants of the invention, the
induction coils 2 may be replaced by other devices, such as
resistive cartridges and similar components.

Moreover, while the embodiment illustrated in the figures
shows that the thickness of all of the heating modules 11-16
appears to be the same, other embodiments are possible in
which each heating module can have a different thickness
depending on the specific requirements, e.g. for heat distri-
bution along the preform body.

A further advantage of the device according to the inven-
tion is the fact that channels 60 are provided for the passage of
cooling fluid, such as water, within the support base 42 of
each heating module.

According to another aspect of the invention, the condi-
tioning device may comprise a retractable heating element
300 suitable for being inserted into the preform 200, through
the respective opening in the neck, when the preforms are
inserted into the conditioning cavity 50.

The retractable heating element 300, inserted in the pre-
form, heats it from the inside, while the heater ring 5 of the
different modules heats it from the outside.

Thanks to the retractable heating element 300, it is possible
to greatly reduce the heating times of preforms having par-
ticularly thick walls.

Preferably, the outer surface of the retractable heating ele-
ment 300 has a geometric profile that is complementary to the
shape of the preform cavity, so as to ensure that a constant
distance from it is maintained.

Advantageously, the heating times can be reduced to one
quarter for each preform, with the same thickness and size of
the preform.

The methods for heating the retractable heating element
300 may be different, including, for example, electrical resis-
tors, induction systems, etc.

The elements and characteristics illustrated in the different
preferred embodiments may be combined without, however,
going beyond the scope of protection of this application.

The invention claimed is:

1. A heating device for a preform made of thermoplastic
material, comprising at least one thermal conditioning cavity
having a longitudinal axis (Y) and adapted to contain, at least
in part, a body of the preform,
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wherein there are provided two or more separate heating
modules, each heating module having a respective
through opening and a thickness in the direction of the
longitudinal axis (Y), said two or more heating modules
being arranged with respect to one another so that the
respective through openings are reciprocally aligned
along the longitudinal axis (Y) and together define the
thermal conditioning cavity,

wherein each heating module comprises

a respective heater ring positioned inside the heating mod-
ule, separate from each other and delimiting the respec-
tive through opening,

a respective induction coil arranged externally around the
heater ring, configured to induce, on the passage of
current in it, a magnetic flux on the heater ring, so as to
transmit a predetermined amount of heat by irradiation
to a corresponding portion of the preform when the
preform is inserted into the thermal conditioning cavity,

and wherein there are provided means of electrical power
supply, independent of each other, to independently sup-
ply the induction coils of said two or more heating mod-
ules so as to adjust the temperature of individual portions
of the preform corresponding to the respective heater
ring.

2. The heating device according to claim 1, further com-
prising a top module, arranged above said two or more heat-
ing modules, having a through axial opening concentric with
the thermal conditioning cavity, and a perforated flange cen-
tered with the longitudinal axis (Y) defining a resting surface
for a preform ring.

3. The device according to claim 2, comprising a cavity
bottom connected below to said two or more heating mod-
ules, thus defining a bottom of said thermal conditioning
cavity.

4. The device according to claim 1, wherein each heating
module is provided with a respective insulating ring to elec-
trically shield the respective induction coil and the respective
heater ring.

5. The device according to claim 4, wherein the insulating
ring of each heating module, according to a section plane
laying on an axis (Y) of the thermal conditioning cavity, has
a Z-shaped section, with a first segment of the section parallel
to the axis (Y) which shields the induction coil and with a
second segment which is straight, protrude downwards, and
partially overlaps the insulating ring of an adjacent heating
module.

6. The device according to claim 4, wherein the insulating
ring of each heating module is supported with an its own
external shoulder at one end of a support base of the respec-
tive heating module.
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7. The device according to claim 6, wherein the heater ring
of'each heating module is supported on an internal shoulder of
the insulating ring.

8. The device according to claim 7, wherein the heater ring
has a hollow cylindrical shape and is provided on its external
side surface with an annular projection supported on said
internal shoulder and contained within an annular recess, said
annular recess being defined by a partial overlapping of a
lower annular portion of the insulating ring of a first heating
module of said two or more heating modules with an upper
annular portion of another insulating ring of a second heating
module of said two or more heating modules under said first
heating module.

9. The device according to claim 8, wherein a magnetic flux
concentrator is provided for each induction coil, arranged so
as to accommodate the respective induction coil at least par-
tially inside it.

10. The device according to claim 9, wherein in each heat-
ing module the induction coil is externally covered by annular
strips made of an insulating material, preferably arranged
either between the induction coil and the magnetic flux con-
centrator or between the induction coil and the insulating
ring.

11. The device according to claim 9, wherein the support
base of each heating module has a recess that accommodates
the respective magnetic flux concentrator and the induction
coil.

12. The device according to claim 11, further comprising a
retractable heating element adapted to be inserted into said
preform, when inserted into the thermal conditioning cavity,
with a movement parallel to said longitudinal axis (Y).

13. The device according to claim 12, wherein said retract-
able heating element has an outer surface having a geometri-
cal profile complementary to an inner shape of the preform, so
as to ensure a constant distance from the latter.

14. The device according to claim 13, wherein said retract-
able heating element is heated by a resistive cartridge.

15. The device according to claim 4, wherein a magnetic
flux concentrator is provided for each induction coil, arranged
s0 as to accommodate the respective induction coil at least
partially inside it.

16. The device according to claim 15, wherein in each
heating module the induction coil is externally covered by
annular strips made of an insulating material, preferably
arranged either between the induction coil and the magnetic
flux concentrator or between the induction coil and the insu-
lating ring.

17. The device according to claim 5, wherein a magnetic
flux concentrator is provided for each induction coil, arranged
s0 as to accommodate the respective induction coil at least
partially inside it.



